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(g) Pneumatic radial tires. 



(g) A pneumatic radial tire including one or more belt layers, wherein cords are used for reinforcing at 
least one belt layer are fonmed by impregnating and attaching a resin having a modulus in tension of not 
more than 150 l^/mm^ to bundles of cord-like fibers composed of a number of filaments having a tensile 
strength of not less than 15 g/d and a fineness of 1-15 deniers. an impregnated and attached amount of 
tfie filaments being in a range of 30% to 70 wt% relative to the weight of the filaments, and each of the 
cords having an elliptical or rectangular section shape having an aspect ratio of a major axis (b)/a minor 
axis (a) of 1.5 to 5. Each of the bundles of tiie fibers is not twisted. 
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The present invention relates to pneumatic radial tires. More particularly, the invention relates to pneumatic 
radial tires having high speed performances, flexural fatigue resistance and comering stability improved. 

Since pneumatic radial tires hav more improved comering stability, high speed durability and wear resi- 
stance as compared with the conventional bias tires owing to th radial structure, tiie radial tires have come 
5 to be popularized. 

In general, the radial tire has the structure in which a carcass having cords arranged in radial directions of 
the tire is held by a pair of beads and a belt surrounds the carcass. The belt consists of two or more cord layers 
having cords arranged at an angle of 1 0** to 30** with respect to a circumferential directbn of the tire. The carcass 
is constituted by one or two plies having carcass cords arranged at substantially SO"" witti respect to the cir- 

10 cumferential direction. 

The carcass and the belt play an important role to keep strength of the radial tire together with the bead 
portions. A primary feature of the radial tire lies in the belt and the carcass. The carcass affords flexibility upon 
the tire, whereas the belt restrains the carcass and plays a role as a hoop for a tub. 

Incidentally, tires having more excellent high speed performances have been demanded owing to propa- 

15 gation of high speed roads, and it is an urgent necessity to develop new materials for the belts. Although steel 
cords are mainly used for belts in conventional radial tires, the steel cords have the great problems for tires 
required to have high speed performances due to propagation of the high speed roads, development of auto- 
mobiles, etc. That is. since a radially outer growtti of tiie tire becomes greater by centrifugal forces during tuming 
at high speeds due to heavy steel cords, movement inside the tire becomes greater and rolling loss becomes 

20 greater. Further, such a rolling loss causes heat generation, which results in fracture of the tire. Therefore, the 
steel cord belts are not suitable for tires required to have high speed perfonmances. 

On the otiier hand, researches of organic fibers have recently been remarkably advanced. Particularly, light 
fiber materials having the possibility to replace tiie steel cords have appeared. Such fiber materials are pro- 
duced by crystal spinning, super-drawing, gel spinning or the like, and have high strengtii and high modulus 

25 of elasticity. For examples, they are aramid fibers, carbon fibers, super high tenacity polyethylene fibers, high 
strength PVA fibers, polyoxymethylene fibers or whole aromatic polyester fibers. These fibers have about fifth 
time as heavy as the weight of the steel cords, but tiie fonner have strength and modulus of elasticity compar- 
able to those of the steel cords. 

However, the organic fibers are each constituted by a number of fine filaments. Therefore, when the organic 

30 fibers are used in the state that they are twisted and bundled in the same manner as in the conventional tire 
cords made of organic fibers, modulus of elasticity in tension is lowered owing to the twisting. Furthermore, 
since flexural rigidity and connpression rigidity are low due to flexibility of fine filaments, rigidity of the belt in 
the radial tire decreases. Owing to tills, sufficient belt rigidity cannot be obtained unlike tiie case of the steel 
cords, so that cornering stability, high speed durability and wear resistance are deteriorated. 

35 It is an object of the present invention to solve the above-mentioned problems, and to provide pneumatic 

radial tires having high speed performances, flexural fatigue resistance and cornering stability improved by 
using organic flbers as a material for belts. 

The present inventors have made sbrenuous studies to solve the above-mentioned problems, and found 
out that when organic fiber cords composed of a number of fliaments are used as a material for the belt, a 

40 method to bundle the organic fibers by impregnating and attaching a resin to the cords without twisting bundles 
of the organic flbers is effective to enhance modulus in compression of the cords without decreasing the mod- 
ulus in tension. However, the non-twisted fiber cords have poor fatigue resistance. In view of this, the inventors 
have carried out further studies to solve tiiis problem, and found that fiber cords having high modulus of elasticity 
and excellent flexural fatigue resistance can be obtained by making the sectional shape of tiie cords flat (elliF>- 

45 tical or rectangular), and as a result the present invention has been accomplished. 

That is, the present invention provides a pneumatic radial tire Including one or more belt layers, wherein 
cords are used as cords for reinforcing at least one belt layer, the cords are formed by Impregnating and attach- 
ing a resin having a modulus in tension of not more than 1 50 kg/mm^ to bundles of cord-shaped fibers composed 
of a number of filaments having tensile strength of not less than 1 5 g/d and a fineness of 1 -1 5 deniers, preferably 

50 1-5 deniers, each of the bundles of ttie fibers being not twisted, an impregnated and attached amount of tiie 
filaments being in a range of 30% to 70 wt% relative to the weight of the filaments and resin, and each of ttie 
cords has an elliptical or rectangular section shape having an aspect ratio of a major axis (b)/a minor axis (a) 
being 1.5 to 5. 

The cord-like bundle of th fibers used in tiie present invention needs to have tensile strengtii of not less 
55 ttian 15 g/d. If it is less tiian 15 g/d, tenacity is insufficient for the belt, so tiiat the use amount of the cords In 
tiie belt must be unfavorably increased to supplement the tenacity. That is. if tiie us amount of th cords is 
inaeased. th space between tiie adjacent cords becomes narrower unless th number of the belt layers is 
increased. Consequentiy, strain of rubber between tiie cords increases, which caus s the heat generation and 

2 
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decreases the high speed durability. 

Since the cord-iike bundl s of the fDaments composed of a number of filaments are used in a non-twisted 
state, strain in the surface of the filaments on bending is large, so that if th finesse of each f the filaments 
exceeds 15 denier, the fatigue resistance is deteriorated. To the contrary, If it is less than 1 d nier, strength 
becomes small because of concentration of stress upon uneven portions of the fOament, dust or micropores 
inside the filaments, etc. Thus, the denier of the filament is limited to 1 to 15 denier, preferably 1-5 deniers. 

As the fibers. Aramid fibers, P.V.A. fibers, glass fibers and carbon fibers may be employed. 

In the present invention, the resin is impregnated and attached among the filaments to bundle them. 

As the resin, mention may be concretely made of thenmosetting resins such as epoxy resin, unsaturated 
polyester resin, phenol resin, melamine resin, vinyl ester resin, polyimide resin, bismaleimide resin, Friedel- 
Crafts resin, furan resin, silicon resin and acryl resin, and thenmoplastic resin such as 6,6-nylon, 6-nylon, polyes- 
ter, polyether ether ketone, polycarbonate and polyacetal. As these resin, a blend of two or more kinds of the 
thenmosetting resins or two or more kinds of the thenmoplastic resins or a blend of the thenmosetting resin and 
the thenmoplastic resin may be appropriately selected. 

When the resin is hard and brittle in the form of a cured product, toughness is imparted upon the resin by 
using a resin denatured with an elastomer such as liquid rubber having acidic groups at temriinals. 

The impregnating resin used in the present invention needs to have modulus in tension of not more than 
150 kgf/mm2. If the tensile elasticity exceeds 150 kgf/mnD^, the cord will be bent locally due to poor flexibility, 
which results in fracture of the belt owing to concentration of defonmation upon the bent portion. 

The impregnated and attached amount of the resin is in a range of 30 to 70 wt% relative to the total weight 
of the filaments in the cord. If it is less than 30 wt%. the resin is not unifonmly Impregnated and attached among 
the filaments. If it is more than 70 wt%, the impregnated and attached amount is so great that the strength and 
the tensile rigidity of the belt cords are lowered. 

Since the cord-like bundle of the fibers thus prepared is in a substantially non-twisted state. Therefore, it 
poses a problem on the flexural fatigue resistance. According to the present invention, in order to improve the 
flexural fatigue resistance, the sectional shape of the resin-impregnated cord is made flat to mitigate the strain 
in the surfaces of the filaments on bending. The aspect ratio of the major axis (b)/minor axis (a) needs to be in 
a range of 1.5 to 6. If the aspect ratio is less than 1.5 while the same sectional area of the cord is maintained, 
strain in the filaments of the cord cannot be greatly mitigated, and the flexural fatigue resistance cannot be 
improved. Now, consider the influence of the end count upon the tenacity, ff the aspect ratio is not less than 
5, the space between the adjacent cords is so nanrow that the cords are likely to be separated from the rubber 
during formation of a tire (working prior to vulcanization), resulting in poor wori^ability and poor productivity. 
More preferably, the aspect ratio is more preferably in a range of 1.5 to 3. 

Depending upon the kind of the matrix resin, it may be that the cord is preliminarily treated with an aqueous 
solution of an epoxy resin, or bonding activity is imparted upon the surface of the cord by plasma treatment, 
corona discharge treatment or acid treatment, prior to the treatment with an RFL adhesive. 

Further, a dry bonding system in which a fomnaldehyde generating agent such as resorcine or 
hexamethylene tetramine and silica is blended into a rubber composition to be coated onto the cord may be 
used as a bonding system. In this case, when the resin has good bondability. the step of treating the corxJ with 
the adhesive can be omitted. 

Specific Examples of the present invention will be explained in more detail below together with comparative 
examples. 

Example 1 and Comparative Examples 1 and 2: 

In order to examine the relationship between the rigidity of the resin and the local flexural fracture of the 
cord, cords were prepared for belts in radial tires by impregnating and attaching a thermosetting resin composed 
mainly of bisphenol A-type epoxy resin to bundles of Keblar fibers 3000 denier) manufactured by Du Pont de 
Nemours. The compounding recipe (weight part) and the curing conditions of the themnosetting resin is as 
shown in Table 1. 
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Examples 2 to 4 and Comparative Example 3 : 

Examples 2 to 4 are cords pr pared by using the sam resin as In Example 1 except that th the aspect 
ratio of the sectional shape of the cords was varied by changing the shape of the die. By using the cords thus 
obtained, the relationship between the sectional shape of the bundles of the resin-Impregnated fibers and the 
fatigue resistance was examined. 

The size of the tires prepared is 195/70 HR 14 with a two belt layer construction, and the cords were 
arranged in two belt layers in a cross fashion between two layers, crossing at 20** relative to a circumferential 
direction of the tire, white the end count of the cords were vaned depending upon the aspect ratio of the cords 
as shown in Table 2. A carcass had a two layer construction in which polyester cords having 1000 d/2 polyester 
cords were used. 

Tests were conducted by running each of the test tires having an internal pressure of 1 .0 kg/cm^ on a drum 
under a load of 600 kg over 10.000 km (60 km/hr). Then, a belt cord was cut and extracted, and its tenacity 
was measured. A tenacity-maintaining percentage was calculated as an index for fatigue by dividing a 
measured tenacity by that of a belt cord of the tire not run. 
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It is seen from Table 2 that the belt cord In the resin-impregnated fiber bundle had a higher tenacity-main- 
taining percentage and better fatigu resistance in a flat shap of the cord as compared with the circular sec- 
tional shape of the aspect ratio b/a of b/a = 1. Thus, it is seen that th practical range In the sectional shape 
of the cord is in range of 1 .5 to 5. 

5 

Examples 6-8 and Comparative Examples 4-8: 

The sectional shape of a cord composed of a bundle of non-twisted aramide fibers prepared by impreg- 
nating and attached the resin shown in Table 1 was designed in a sectional shape with belt tenacity as shown 
10 in Table 3, and the belt cords were applied to a tire having a tire-size of 195/70 HR 14. The tire has a two layer 
construction in which cords were arranged in a cross fashion between two layers at an end count of 34 per a 
width of 5 cm, crossing at 20° relative to the tire circumferential direction. A carcass had a two layer construction 
in which polyester cords having 1 000 d/2 were used. 

Conditions and details of items for evaluating performances of the tires are as follows: 



15 



Tire rolling resistance (index) : 



A test tire having an internal pressure of 1.70 kg/cm^ was placed on a drum having an outer diameter of 
1J08 mm, and a 100% load was applied to the tire according to JIS D 4202. 
20 Then, the tire was preliminarily run at 80 km/hr for 30 minutes. After the pneumatic pressure was adjusted 

again, the rpm of the drum was increased to 200 km/hr, and the tire was left to drift. Rolling resistance was 
calculated from an inertia moment until the rpm of the drum was decreased to 20 km/hr from 185 km/hr. 

Tire rolling resistance = + resistance of drum alone 

25 in which ID and It are inertia moments of the drum and the tire, respectively, and RD and Rt are radian of the 
drum and the tire, respectively. 

The roiling resistance at the speed of 50 km/hr was obtained as a representing value. The above measure- 
ment was effected in a room controlled to a surrounding temperature of 24 ± 2**. The result was shown by index 
according to the following expression: 
30 Rolling resistance of Test tire was expressed by index according to the following expression: 

Rolling resistance = (''QP'^^sen ting value of control tire - re presenting value of test tire) 

representing value of control tire 
The smaller the rolling resistance the larger the index, and therefore the more excellent the fuel consumption 
performance. 

35 Tire in Comparative Example 4 was used as Control tire. 

Cornering stability (index): 

Cornering stability was evaluated by Index in feeling test with a test driver by taking a result in Control tire 
40 (Comparative Example 4) as 100. The greater the index, the better the result 

Eight-shaped turning test: 

An eight-shaped turning test was effected along an eight figure curve by using an automatic driving unit. 
46 After the tire was run for 300 laps, the tire was decomposed, and the number of the bent cords in the belt layer 
was counted. 

The number of the cords in the belt layer in Control tire (Comparative Example 4) was counted, and those 
in tires in Examples 7-9 and Comparative Examples 5 and 6 were also counted. Results in the oo-shaped turning 
test were indicated by index according to the following equation: 
50 number of bent cords in control tire 



number of bent cords in test tire 
The results obtained are shown in Table 3. 
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The following are confirmed firom the test results shown In Table 3. 

The cornering stability in th case of the belt cords according to the present invention is comparable to the 
case of the steel cords, and the cornering stability tends t be improved by Incr asing the aspect ratio of (b)/(a). 
Tills is becaus the resin-impregnated cords are unlikely to be defomned by side forces. 

The rolling resistance in the case of the belt cords according to the present invention is comparable to the 
case of the steel cords, and the larger the aspect ratio (b)/(a), the smaller the use amount of the covering rubber. 

When the aspect ratio of (b)/(a) is increased, the use amount of the covering rubber is decreased, and the 
defonmation with centrifugal forces is lessened. Thus, the high speed durability is improved. 

The fracture of the cords in the oo-shaped turning test in the case of the belt cords according to the present 
invention is smaller in each Example as compared with the case of the steel cords. The larger the aspect ratio 
(b)/(a) of the sectional shape of the cord, the more greatly is mitigated the strain in the surface of the cord and 
the more difficult the bending of the cords. When the use amount of the resin impregnated and attached into 
the cord is more than 150 kg/mm^, the frequency of the fracture due to the bending increases. 

As having been explained above, according to the present invention, when the organic fiber cords conr>- 
posed of a number of filaments are to be used as a material for the belt, the resin is impregnated and attached 
to the bundle of the organic fibers without twisting the cord, and the sectional shape of the cords is made flat. 
Thereby, the high speed performances, flexural fatigue resistance and cornering stability can be improved. 

Claims 

1. A pneumatic radial tire including one or more belt layers, wherein cords for reinforcing at least one belt 
layer are fonmed by impregnating and attaching a resin having a modulus in tension of not more than 150 
kg/mm2 to bundles of cord-like fibers composed of a number of filaments having tensile strength of not 
less than 1 5 g/d and a fineness of 1-1 5 deniers, each of the bundles of the fibers are not twisted, an impre- 
gnated and attached amount of the filaments being in a range of 30% to 70 wt% relative to the weight of 
the filaments and resin, and each of the cords having an elliptical or rectangular section shape having an 
aspect ratio of a major axis (b)/a minor axis (a) of 1 .5 to 5. 

2. A pneumatic tire as claimed in Claim 1, characterized in that the cords are selected from aramid fibers, 
P.V.A. fibers, glass fibers and carbon fibers. 

3. A pneumatic tire as claimed in Claim 1 or 2, characterized in that the resin is at least one thermosetting 
resin selected from epoxy resin, unsaturated polyester resin, phenol resin, melamine resin, vinyl ester 
resin, polyimide resin, btsmaleimide resin, Friedel-Crafts resin, furan resin, silicon resin and acryl resin 
and/or at least one themnoplastic resin selected from 6,6-nylon, 6-nylon, polyester, polyether ether ketone, 
polycarbonate and polyacetal. 
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